Ao sb Ardor V. A904. AANU EE ООН. AOIN ININ UE AI Ри AS - | EE 
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Work Order ID 48084 MAC T N Page 


June 26, 2009 11:02:56 AM 
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Work Order ID 48084 ШІП Page 


June 26, 2009 11:02:56 AM 


МЫ. BR ШІЛІГІ see зе ІІІ! 


Revision ID: H 


неп Name: Mid Tube Assembly әр |ІІІ 


Start Date: 15/07/2009 Start Qty: 1.00 |! ||! Cust Item ID: 

Required Date: 03/08/2009 Req'd Qty: 1.00 |!!! ||! Customer: 

Reference: 

се Run Start ШІ 
Approvals: Process Plan: Date: . Tooling: Date: 

ос: Date: 8РС(ҮЛӘ: Date: ШІ Т/І)! 

Sequence ID/ Operation | Set Up/ Draw Draw Plan Accept Reject | Reject. 23 Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
| Draw Nbr Revision Nbr i | с ee ыы 
3391 Кеу Н ; 

100 0.00 Lu E 
ШШШ шй " 

Skidtubes Memo 0.00 

Skidtubes 1-Cut tube to finish length as per Dwg 03391 2-Identify as D3391-023! .3-Drill И 


pilot holes using DT8796 (Do not drill "В" holes) and drill only 1 fwd saddle 
hole on one side only as per Dwg 033911 !4-Open saddles and GHW holes to 
@0.375" exept for fwd saddle 


110 ОС5- Inspect part completeness to step on W/O 0.00 
Quality Control 
120 Chemical Conversion Coat per 051005 4.1 0.00 
HandFinish Memo 0.00 ES 


Hand Finishing 


Work Order ID 48084 — 7: MAUNA TN Page 4 


June 26, 2009 11:02:56 AM 


* 


ешр. ee ЖИТТГТГПЕ sere ШШШ 
Revision ID: H 
Шеш Name: Mid Tube Assembly stop ШІН 
Start Date: 15/07/2009 Start Qty: 1.00 и ІІ Cust Item ID: 
Required Date: 03/08/2009 Req'd Qty: 1.00 ІІІ Customer: 
Reference: 

age EU : Run sen NL 
Approvals: Process Plan: Date: — Tooling: | Date: | | . 

ос: С Date SPCQYIN)| Рае SP (| 

Sequence ID/ Operation 0 Set Ups Draw Draw Plan Accept Reject Reject Insp. “| 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
190 White Gloss(Ref:4.3.5.1) per QSIO05 4.3-Alum 0.00 
ШОШ ^A 1114142. a зы. EM 
Powdercoat Memo 0.00 e Óq lo 1| ol 3 rt g i 
Powder Coating START TIME: 


ГІТІГ 
QC 


Quality Control 


0 


21 
ШШ 
Skidtub 


idtubes 
Skidtubes 


OVEN Е 
_% 20° 


NEL 
€. $t. OFINISH TIME: 


QC3- Inspect Part Finish 20. 
УАҚ) Od- RA @ 
0.00 


- 


Мето 


0.00 


Мето 0.00 M lo | я 4 дей У ; 
l- insert D3391-021 into D3391-23.12- insert T-pins into first and third fwd =) eq 4 2. X ( Сә 


saddle holes 3- ON FIRST SIDE ONLY drill out 2nd and forth fwd saddles 
holes to 0.500" as per DSI 93641 14- remove T-pins and locate DT9415 from first 
and third crossbolt hole using 


Skidtubes 


Work Order ID 48084 
June 26, 2009 11:02:56 AM 


Item ID: D3391-023 
Revision ID: H 

Item Name: 
Start Date: 15/07/2009 
Required Date: 03/08/2009 


Mid Tube Assembly 


ШІ 
АНИ 


Start Qty: 1.00 
Req'd Qty: 1.00 


Reference: 
Approvals: Process Plan: = Date: 

ac: a Date: 
Sequence ш/ Operation и 
Work Center ID Description 


220 
ШҮП! 
ОС 


Quality Control 


0 
ШІШ 


HandFinish 
Hand Finishing 


240 
ШШШ 
Qc 


Quality Control 


ОС5- Inspect part completeness to step оп W/O 


Memo 


HandFinishing 


Memo 
Install Inserts as per Dwg 


ОС5- Inspect part completeness to step on W/O 


Memo 


ШЇЇ 


0 
2) а A » 
0 


0.0 


á 


Page 5 


кар ШІ setup Г ГІ 
әр ШЇЇ 
Cust Item ID: 
Customer: 
pes Run Start [ЇЇ 
_ Tooling: _ Date: | 
Stop 
SPC (Y/N): | Date: ШІШ 
беу = Draw Draw Plan Accept Reject Reject пәр. 
Run Hours Number Rev. Code Qty Qty Number Stamp 
0.00 E \ 
2) 
e? Ve Ye © 
0.00 NO -- те 
0.00 
w Мо еще 22 (Av 
0.0 


© 4 


Work Order ID 48084 
June 26, 2009 11:02:56 AM 


Item ID: D3391-023 
Revision ID: H 
Item Name: Mid Tube Assembly 


Start Date: 15/07/2009 Start Qty: 1.00 
Required Date: 03/08/2009 Req'd Qty: 1.00 


Reference: 


a 


АМИ EAM Page 


Accept 


Tooling: 


HAN сою ос ГІ! 
әр (TIAM 


Cust Item ID: 
Customer: 


ANM Run Stare (MEAM 
Date: 0 


Approvals: Process Plan: Пас Tooling: ____________ 
Stop 
ос: — SPC (ул; IL 2 ІШІ / 
Sequence ID/ Operation а Set Орг. І Draw Draw Plan Accept Reject Reject - |  Insp. i 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
Identify as per dwg & Stock Location: | 25 222, 4 0.00 
in КЕЛІ өзіо«/ 22 AD) „ей | 
Packaging Memo С 
Packaging 
260 QC21- Final Inspection - Work Order Release 0.00 


ШІП 
QC 


Quality Control 


Memo 


БЕЛ е (зо 


0.00 


Picklist Print 
June 26, 2009 11:02:56 AM 
Work Order ID: 48084 


Parent Item: D3391-023RevH 
Parent Item Name: Mid Tube Assembly 


Comments: 


Component Item ID/ — Replacement Mfg/ — 
Item Name Item ID Purch 
i AG 
Insert 


D2500-1-100RevU/R 


ТОТИ 


kidtube Extrusion 
D3391-021RevH 


ТТА 


FAd Tube Assembly 
3389-1RevD 
ЦШШІШІШІ 


анай 


расег 


ADA AUE DN A Т 


Bushing 


[ШШ 
UNA 


Start Date: 15/07/2009 
Start Qty: 1.00 


Bin Primary Last Route Unit of Qty on Remaining Qty 


Item Location Location Seq ID Measure Hand Qty To Pick Issued 


100 — Бай 0.0000 22.0000 


Page 1 


Required Date: 03/08/2009 
Required оз: 1.00 


Date Status 
Issued 


ІШ 

Мо 100 Each 0.0000 1.0000 

ІШІ 

Мо 140 Басһ 0.0000 1.0000 
ME 

No 160 Each 0.0000 1.0000 

LL 

No 210 Each 0.0000 5.0000 

ІШІ 

230 Each 0.0000 2.0000 


Dart Aerospace 1:2. 


Wate: Wednesday, 20/05/2009 1:09:52 PM 
Uses x — Julie Dawson 


Process Sheet 
Customer А : CU-DAROO1 Dart Helicopters Services Drawing Name : MID TUBE ASSEMBLY 
Job Number : 48084 
Estimate Number : 10469 
P.O. Number : Part Number : D3391023 
| This Issue : 20/05/2009 S.O. No. : Drawing Number : D3391 REV H 
Prsht Rev. : Project Number : N/A 
First Issue : Type : SKIDTUBES Drawing Revision :H ` 
Previous Run : Material Е 
Written Ву Due Date : 29/05/2009. 


Checked 8 Approved Ву : „ТХ у) ЗА оуд Q 


Comment : Est. A 05.10.20 New Issue KJ/EC 
Est.B 06.0210 ECN773dwgrev.D ЕС 
estC 07.03.20 rev F dwg EC 
estD 07.03.28  re-format EC 
е Е 07.10.31 есп 1053P ЕС 
Est Rev:F ЕСМ 1056 07-11-13 DD verified by: EC 
Est Rev:G 08-09-08 new process (ecn 08-510) DD verified 
by:EC 
Есі Rev:H 08-09-10 revH as per dwg DD verified by:EC 
Est Rev: 1 08-11-13 Removed steps per w/o, ОС KJ verified by: 
ec 


Additional Product 


шеші | ШІ | | ШІ 
Machine Or Operation: Description : 
1.0 D25001100 Skidtube Extrusion 


Comment: Qty: 1.0000 Each(s)/Unit Total: 1.0000 Each(s) 


SKIDTUBE EXTRUSION 

Pick: 

Qty Part Number Description Batch "ict d 
1 — 2804400 Extusin (327912 D иа-5- 42, 


03391021 Fwd Tube Assembly 


VR" Оу: 1.0000 Each(s)/Unit Total: 1.0000 Each(s) 


` Fwd Tube Assembly 
Bach; ОН AO , D ји 4-5- AL 
SKIDTUBESS RESOURCE 1 


SKIDTUBES 1 


Comment: LANDING GEAR RESOURCE 1 
1-Cut tube to finish length as per Dwg 03391 


2-Identify as D3391-023 p 9-52 
3-Drill pilot holes using 078796 (Do not drill "В" holes) and drill only 1 fwd saddle hole оп one side only as 


Page 1 Form: rprocess 


M 


Dart Aerospace Ltd 


STEP 


^. 


WORK ORDER CHANGES 


DATE PROCEDURE CHANGE  . 


By 


Approval 
Date Qty | Chief Eng/ прргома! 
Prod Mor QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes Мо ООА: Date: 


a 


“+ 


3 
Еч 


Resolution: ___ Disposition: QA: МС Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 
D 


а Corrective Action Section B TM 
Description of NC — - — - Verification | Approval | Approval 
STEP Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 
HMFORMSQuality Assurance\approved QA\NCRWO RevE Е 


4 


ya Қы Заги то Яд път ПУ EN d | A ж 4 


Date: - Wednesday, 20/05/2009 1:09:52 РМ 


User: ° Julie Dawson Process Sheet 
Customer: CU-DAROO1 Dart Helicopters Services Drawing Name: MID TUBE ASSEMBLY 


Job Number: 48084 Part Number: D3391023 


| Seq. #: Machine Or Operation: Description : 
per Dwg 03391 


4-Open saddles and GHW holes to 20.375" exept for fwd saddle hole of detail "J" 
5-Remove .030" from Fwd indexing Ridge as per Dwg D3391 

6-Remove indexing ridge on Fwd & Aft end of skidtube as per Dwg D3391 

7-Deburr 

8-Drill #30 pilot holes using wearplate Jig 078217 Identify 20.250" holes with paint marker, 


9-Open wearplate holes of D3391-023 assembly detail section G-G to 20.250" (14 holes) as per Dwg 03391 
and 2 holes in section Detail "J", do not open wearplate holes of section "J" 


10-Open wearplate holes of D3391-023 assembly detail section H-H to 20.297" (20 holes) as per Dwg 
03391 


11-Open 375" holes to 438" ***do not open fwd saddle holes*** 

12-Locate D3391-021 in D3391-023 at 9.00" (see view 2-2) 

13- Transfer drill one fwd saddle hole only to .188" dia, transfer drill all remaining fwd saddle holes using DT 
8149 locating from previusly drill .188" dia hole, using t-pins and clicos to ensure perfect allingment, open up 


previusly tranfer drilled pilot holes in D3391-023/-021 to 0.438" dia. in D3391-021 


14- Transfer drill 2 wearplate holes into D3391-021 using DT8217, locating from two previusly drilled holes, 
drill remaining wearplate holes into D3391-021. 


15- Locating from two fwd wearplate holes drilol remaining 6 wearplte holes in D3391-021 using DT8937 
16- Open 2 fwd wearplate holes in D3391-023 to .250" dia. | 

17- counterbore two ай wearplate holes їп D3391-021 as per dwg 

18- Open 12 wearplate holes in D3391-021 to 0.297" dia. 


19-Deburr and blow out all chips from inside tube 


065 INSPECT WORK TO CURRENT STEP 


{ЇЇ 
2 


Comment: INSPECT WORK TO CURRENT STEP Acak 


Page 2 ; Form: rprocess 


Пап Aerospace Па 
W/O: WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 


Part No: PAR #: _ Fault Category: NCR: Yes Мо DQA: Date: 


Approval | Approval 
Chief Eng / QC! t 
Prod Mgr Spector 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Description of NC Corrective Action Section B 
DATE | STEP Section A Action Description 
Chief Eng Chief Eng Date 
NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QA\NCRWO RevE 


[=o sae foe Pome ож cuo o “уге, таг ра“ MUS Mo VOLO MELLE A 


Date: < Wednesday, 20/05/2009 1:09:52 PM 
| User: ` Julie Dawson 


Process Sheet 
Customer: CU-DAROO1 Dart Helicopters Services Drawing Name: MID TUBE ASSEMBLY 


Job Number: 48084 Part Number: D3391023 


Seq. #: achine Or Operation: Description : 
1 HAND FINISHING1 HAND FINISHING RESOURCE #1 


ІШ бу» zean ПІ 


Comment: HAND FINISHING RESOURCE #1 
Chemical Conversion Coat as рег QSI 005 4.1 
INSPECT POWDER COAT/CHEMICAL CONVERSION 


3 


Comment: INSPECT POWDER COAT/CHEMICAL CONVERSION AX OF 
033891 


ТШ || 


Comment: Qty: 1.0000 Each(s)/Unit Total: 1.0000 Each(s) 

WEB 

Pick: 

Qty Part Number Description „~ 

1 03389-1 С Web 

AIR Ѕікайех-241/-291 Г 08 ; 
Sikaflex expire date: /0:9/-9 
Start: ИМАМ 8:50 
Finish: Time; [бада 


SKIDTUBES 1 SKIDTUBESS RESOURCE 1 


| ч.о tbe opty „АШ 


Comment: LANDING GEAR RESOURCE 1 


1-Open float bag holes to 0.313" 


К 4-56-25 


2-C'sink float bag holes as рег dwg 
3- Prepare tube for welding 


4-Bond web in place as per Dwg D3391 8 QS! 015. 
— for 12 hours) 


Comment: INSPECT WORK TO CURRENT STEP 


ЯС OF OT -28 


INSPECT WORK TO CURRENT STEP 


Page 3 Form: rprocess 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


PROCEDURE CHANGE 


Part No: PAR #: 


Resolution: 


NCR: 


DATE 


STEP Description of NC 
Section A 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


Fault Category: 


Disposition: 


WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action 


T : TRT - Verification | Approval | Approval 
Initial Action Description Sign & | Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


Section B 


Approval | Approval 
Chief Eng / CI t 
Prod маг | QC Inspector 


NCR: Yes No ООА: Date: 
QA: N/C Closed: Date: 


ae 
Date: > Wednesday, 20/05/2009 1:09:52 РМ 
User: Julie Dawson 


Process Sheet 
Customer: CU-DAROO1 Dart Helicopters Services Drawing Name: MID TUBE ASSEMBLY 


Job Number: 48084 Part Number: 03391023 


Machine Or Operation: Description : 


D36811 р 


Comment: Qty.: 5.0000 Each(s)/Unit Total: 5.0000 Each(s) 


SPACER "T 
C batch. LL TA m 09; 


SKIDTUBES 1 SKIDTUBESS KESOYRCE 1 


Comment: LANDING GEAR RESOURCE 1 H | 
1-Weld crossbolt spacer as per dwg D3391 8 QSI 004 BE 0° 77 02 ^7, Ye /ж//% 7 7 


2-grind weld flush 0-4 77 
QC10 VISUAL INSPECTION OF GROUND WELDS 


Comment: VISUAL INSPECTION OF GROUND WELDS ШІ 
005 INSPECT WORK ТО CURRENT STEP 


Соттейі: INSPECT WORK TO CURRENT STEP 
POWDER COATING POWDER COATING 


ПИЩИ а.а ШШ 


Comment: POWDER COATING 
Powder Coat White Gloss (Ref: 4.3.5.1) as per QSI 005 4.3 


START TIME: CVOOnM 
OVEN TEMPERATURE: "42 0213 
a TIME: а Обуа 


Comment: INSPECT POWDER COAT/CHEMICAL CONVERSION 
D35911 Bushing 


Comment: Qty: 2.0000 Each(s)/Unit Total: 2.0000 Each(s) 
Bushing 


Page 4 Form: rprocess 


Dart Aerospace Ltd 


WORK ORDER CHANGES 
DATE | STEP PROCEDURE CHANGE 


Approval 
By Qty | Chief Eng/ Approval 
Prod Маг QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


MU а Disposition: QA: М/С Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


са STEP Description of NC Corrective Action. Section B Verification | Approval | Approval 
Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date в initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


Date: “ Wednesday, 20/05/2009 1:09:52 PM 
User: Julie Dawson 


Customer: CU-DAROO1 Dart Helicopters Services 


Job Number: 48084 


Process Sheet 
Drawing Name: MID TUBE ASSEMBLY 


Part Number: D3391023 


777 ІШІЛІІ 


Seq. #: Machine Or Operation: Description : 
SKIDTUBES 1 SKIDTUBESS RESOURCE 1 


Comment: SKIDTUBESS RESOURCE 1 
"^. fisert D3391-021 into D3391-23 


-2-пвей T-pins into first and third fwd saddle holes 
—" " 
3- ON FIRST SIDE ONLY drill out 2nd and forth fwd saddles holes to 0.500" as per DSI 9364 
#4 remove T-pins and locate DT9415 from first and third crossbolt hole using T-pins and clekos 
775- ON 2ND SIDE ONLY ream out 2nd and forth saddle hole to 0.499". Remove DT9415 


7 
6- deburr, re-alodine and blow out chips 


«Т 
7- press fit 03591-1 spacers using 079416 starting from 0.500" side 


5 INSPECT WORK TO CURRENT STEP 


Compfent: INSPECT WORK TO CURRENT STEP S 
ALS41032130 


^ ДИ | ШІ 


Comment: Qty.: 22.0000 Each(s)/Unit Total: 22.0000 Each(s) 
INSERT 
batch: A^ 1] 12251 
or equivalent 
per QSI 017 
HAND FINISHING1 HAND FINISHING RESOURCE #1 


Comment: HAND FINISHING RESOURCE #1 
Install Inserts as per Dwg 


5 


ҮШ!  — |ІШІІ 
Ju 


INSPECT WORK TO CURRENT STEP 


Comment: INSPECT WORK TO CURRENT STEP 


Page 5 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Part No: PAR #: Fault Ca 


Resolution: Disposit 


NOTE: Date & initial all entries 


H:\fFFORMS\Quality Assurance\approved QA\NCRWO RevE 


DATE | STEP PROCEDURE CHANGE 


Description of NC я 
DATE | STEP ae A Action Description Sign & 
Chief Eng Chief Eng Date 


tegory: 


ion: QA: N/C Closed: 


WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


Verification 
Section C 


Approval | Approval 
Chief Eng / ОСІ 
Prod Mgr nspector 


NCR: Yes Мо DQA: Date: 


Approval | Approval 
Chief Eng QC inspector 


Date: > Wednesday, 20/05/2009 1:09:52 PM 
User ` Julie Dawson 


Customer: CU-DAROO1 Dart Helicopters Services 


Seq. #: Machine Or Operation: 
PACKAGING 1 


DL 


Job Number: 48084 
Job Number: 


Process Sheet 
Drawing Name: MID TUBE ASSEMBLY 


Part Number: D3391023 


Description : 
PACKAGING RESOURCE #1 


ІТ 


Comment: PACKAGING RESOURCE #1 
Identify and Stock 
Location: — — 

QC?1 


FINAL INSPECTION/W/O RELEASE 


Job Completion 


Page 6 


Commgnt: FINAL INSPECTION/W/O RELEASE 


Form: rprocess 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE Chief Епа, | АРРгома! 
QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes Мо ООА: Date: 
Resolution: Disposition: QA: МС Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


CR: 
o Corrective Action Section B TEES 
Description of NC — : —— - Verification | Approval | Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\FFORMS\Quality Assurance\approved QANCRWO RevE г 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 
3391-014 MS27039C4-12 SCREW | 
FWD TUBE ASSEMBLY A 03672-3 WASHER SEAL WITH SIKAFLEX-241/:231 
TRANSFER DRILL THRU /- 03391-013 


AN960C416L WASHER PRIOR TO INSTALLATION OF D3391-015 
MID TUBE ASSEMBLY WEARSHOES 
D3391-011 OPEN TO 
+0.005 
@0.438-0.000 


AFT TUBE ASSEMBLY 


TRANSFER DRILL THRU 
D3391-011 OPEN TO 20.499 
D3566-13 GASKET 


D3553-3 
AND INSTALL D3591-1 BUSHING 
REF 


GASKET 
D3564-13 


REF 
D3566-1 GASKET doa GASKET 
WEARSHOE ^ d 
REF 


03537-7 


03566-1 
GASKET 
АМЗСАА BOLT (1) 
AN960C10L WASHER (1) 


03564-3 
WEARSHOE 
an WEARSHOE 
АМЗСБА BOLT (1) АМЗСАА BOLT (1) AN3C6A BOLT 
AN960C10L WASHER (1) қ 


AN3C6A BOLT 
AN960C10L WASHER (1) “ AN960C10L WASHER AN960C10L WASHER 
2PL 20PL 6 PL 4PL 


[gn 


qa 11031NO 
ONPISSNIONS 


AN3C7A BOLT 
AN960C10L WASHER 
8PL 

D3391-041 ASSEMBLY 


DRAWING UPDATED TO CURRENT STANDARDS. 


SHT 1 PL ADDED 03591-1 BUSHING. ZN C6 20.438 DIM 

WAS 4 PL. ADDED 00.499 DIM AND 03591-1 BUSHING. 

SHT 2 PL ADDED 03591-1 BUSHING. ZN C6 20.438 DIM | ^! 08.08.20 
WAS 4 PL. ADDED @0.499 DIM AND 03591-1 BUSHING. 

(FOR FURTHER INFO SEE 051 9364 & NCR 08-074) 


REPLACE NAS INSERTS W/ AELS INSERTS 


SWITCH TO D3670-XXXX SPACERS FOR INSTALLING 
FLOAT BAGS, DWG REORGANIZED FOR CLARITY 


ADD SS WEARSHOE, GASKET . 
F REMOVE FWD SADDLE HOLE -011/-021 
| GENERAL NOTES 
FLOAT SKIDTUBE ASSEMBLY 


^ | ewoTuBe ASSEMBLY 7 - 1) FINISH: CHEMICAL CONVERSION COAT PER DART 081 005 4.1 


— Lb TUBE ASSEMBLY POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 
п SPRAY INSIDE OF TUBE WITH А COAT OF LPS LABORATORIES "LPS-3* AFTER FINISH 
- ШҒАНЗНОЕ Е AND AFTER INSTALLATION OF INSERTS. COAT ALL EXPOSED FASTENERS WITH 
TWEARSHOE — — . : : LPS LABORATORIES "LPS PROCYON" AFTER FINAL ASSEMBLY, CLEAN EXCESS 
PT САЗКЕТ аа кесе OFF POWDER COATING WITH МЕК DEGREASER. 
BUSHING 


PH 05.02.07 
DESCRIPTION BY DATE 
TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 
WASHER 
ge ogee тте 


DART AEROSPACE USA, INC 
[DRAWN — | A 
UNITS: INCHES UNLESS OTHERWISE NOTED [Als | PORT HADLOCK; W 
hc rete 05 9 а USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL 20.297 SIZE HOLES [CHECKED | | DRAWING МО. REV. Н 
M BEES... RA FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT МЕС. АРРА. | “Ж. |03391 
WASHER WHERE INDICATED. 
| 4  [MS27039C4-12 SCREW 
АМ960С4161. 


А SHEET 1 OF 8 
|24 SCALE 
WASHER 


NTS 
COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
DOCUMENT 16 PRIVATE AND CONFIDENTIAL АМО M SUPPLIED ON THE EXPRESS CONOMION THATIT I 
NOT TO BE USED FOR ANY PURPORE OR COPED OR COMMURICATED TO ANY OTHER PERSON МИ 
WATTEN PERIS SIOM FROM DART AEROSPACE USA MC. 


1N3ANGNGIAV O1 12 
OX Nania 
хаоо 4085 


402 


5 
ос 


| РН | 050927 | 
| 050207 | 
| DATE | 


07.07.31 


о 


7.01.18 


CHANGE TOLERANCE, EASE MANUFACTURE 6.04.25 


06.01.23 
05.09.27 
05.06.10 


UPDATE TOLERANCE, CHANGE HOLE SIZE 
LENGTHEN AFT EXTENSION 


DRAWING UPDATES 


NEW ISSUE 


REV. 


Dart Aerospace Ltd 


W/O: | WORK ORDER CHANGES 
Approval 
DATE | STEP PROCEDURE CHANGE cher Eng; | Approval 
= QC Inspector 


Part No: 


NCR: 


PAR #: Fault Category: NCR: Yes Мо ПОЛЯ: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


a Corrective Action Section B плаза 
Description of NC — { == - Verification | Approval | Approval 
DATE | STEP Section A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


- 


NOTE: Date & initial а! entries 


HMFORMS'Quality Assurance\approved QA\NCRWO RevE 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 
D3391-021 
FWD TUBE ASSEMBLY 


D3566-13 GASKET 


REF ма 


AN3C6A BOLT 
АМ960С101. WASHER 
2PL 


D3564-13 
WEARSHOE 
REF 


АМЗСАА BOLT 
AN960C10L WASHER 
4PL 


D3391-043 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 


QTY | PART NUMBER DESCRIPTION 
:043 


А 


TRANSFER DRILL THRU 
03391-021 OPEN TO 


50.438900 


D3391-023 
MID TUBE ASSEMBLY 


TRANSFER DRILL THRU 
D3391-021 OPEN TO 20.499 
AND INSTALL D3591-1 BUSHING 


D3566-1 GASKET D3566-5 GASKET 


D3564-1 
WEARSHOE 


D3564-5 АМЗСАА BOLT 
WEARSHOE AN960C10L WASHER 
20 PL 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


x... D3566-1 


AN3C6A BOLT 
ANS60C10L WASHER 


6PL АМЗСТА BOLT 


AN960C10L WASHER 


8PL 


3391-043 ASSEMBLY 


GENERAL NOTES 


x D3391-043 FLOAT SKIOTUBE ASSEMBLY 


1) FINISH: 


- 7103391021 FWO TUBE ASSEMBLY 


103391023 ^" __ MID TUBE ASSEMBLY 


AFT TUBE ASSEMBLY 


| 
! 03564-7 WEARSHOE 


CHEMICAL CONVERSION COAT PER DART 091 005 4.1 
POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 
SPRAY INSIDE OF TUBE WITH A COAT OF LPS LABORATORIES "LPS-3" AFTER FINISH 


AND AFTER INSTALLATION OF INSERTS. COAT ALL EXPOSED FASTENERS WITH 


— 095643 _ WEARSHOE 
03564-5 | WEARSHOE 


. 035661 ILL ]GASKET . 
03568-5 САЗКЕТ 
03591-1 BUSHING 


_ AN3CAA 
АМЗСВА __ 


PE AN3CIÀ __ 
44 ANGSOC TOL 


LPS LABORATORIES "LPS PROCYON" AFTER FINAL ASSEMBLY, CLEAN EXCESS 


OFF POWDER COATING WITH MEK DEGREASER. 
TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 


UNITS: INCHES UNLESS OTHERWISE NOTED 


USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL 20.297 SIZE HOLES 
FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 


WHERE INDICATED. 


GASKET 


D3564-3 
WEARSHOE 


AN3C6A BOLT 
AN960C10L WASHER 
4PL 


DRAWN А 
СНЕСКЕО 


03391 


03391-025 
AFT TUBE ASSEMBLY 


D3553-3 
GASKET 

жеме? REF 

extn 03537-7 


D3553-1 WEARPAD 
GASKET REF 
REF 


D3537-1 
WEARPAD 
REF 


PORT HADLOCK, WA 


DRAWING NO. REV. H 


SHEET2 OF 8 


MFG. APPR. 
APPROVED 
DATE 

08.08.20 


H 


гі 
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Dart Aerospace Ltd 


W/O: WORK ORDER CHANGES 
Approval 
DATE | STEP PROCEDURE CHANGE дек Епа / 
Бо аа Prod Маг 


Рап Мо: PAR #: Fault Category: NCR: Yes Мо ПОЛ: Date: 
Resolution: ___ Disposition: QA: МС Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


€ Corrective Action Section B T 
Description of NC — - —— - Verification | Approval | Approval 
ATE STEP Section A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


N 


CR: 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurance\approved QANCRW O RevE 


30.1 
DIST ТО CENTER OF BEND 


03391-1 CUTTING DETAIL 
(MAKE FROM D6013-047 SKIDTUBE MATERIAL) 


SECTION A-A 
SCALE 2X 


0.500 
REF 


RO.187 


3.59070 025 


m 


SECTION B-B 


SCALE 2X 


VIEW 2-2 
SCALE 2X 


13* REF 


13.0 
DISTANCE TO 


REF TANGENT POINT 


D3391-011/-021 BENDING DETAIL 


(MAKE FROM D3391-1) 


93.460 


Г 3.300:000 
03.750 


| —-| | 1.4292 0 


SECTION С-С 
SCALE 2X 


КЕЗЕ) 


DESIGN | PH | DART AEROSPACE USA, INC 
DRAWN _ | as | PORT HADLOCK, WA 


at ШЫ 
МЕС. АРРА. | (4 |03391 SHEET 3 OF 8 
farProved | 442 [тт 

[OEAPPR. | —M |412 FLOAT SKIDTUBE 


ОАТЕ COPYRIGHT © 2005 BY ОАКТ AEROSPACE USA, INC 
08 0 8 20 IS DOCUMENT 25 PRIVATE AND CONFIDENTIAL AND iS SUPPLIED ON тне EXPRESS CONDITION THA I IT iS 
. . NOT TO BE USED FOR AMY PURPOSE GR COPIED OR COMMUNICATED TO ANY OTHER PERSON WITHOUT 
WATTEN PERMISSION FROM DART AEROSPACE USA. NC. 


Dart Aerospace Ltd 
WORK ORDER CHANGES 
DATE | STEP 


Approval 
| DATE | STEP | PROCEDURE CHANGE Chief Eng/ | APProval 
QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: ___ Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


NOTE: Date & initial all entries и 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


20.000 
aoe 5 EQ. SPACES 
2.000 4.000 PITCH. 
2.79 
DRILL #4 (20.209) DRILL 20.297 DRILL #4 (9924) 
4PL 4.000 C'BORE 20.430 X 0.040 


DRILL 20.297 
CBORE 20.430 X 0.040 
2.000 THIS LOCATION ONLY 
2PL 


THIS LOCATION ONLY 
: 2PL 
DRILL THRU 21/64" (20.328) 


oi DRILL THRU 21/64" (20.328) 
9PL А 
CSINK 90.438 x 45° 


4PL 20.640 
7.25 C'SINK 20.438 x 45° 
(BOTH SIDES) DRILL © 


DRILL @0.297 7.25 
[TANE То по (BOTH SIDES) “40 PL (DISTANCE TO FWD 
LE, 


SADDLE HOLE, REF) 


8.000 


03391-011 DRILLING DETAIL А 03391-021 DRILLING DETAIL 
2» 
INSTALL 03670-4200 SPACER 
INSTALL 03670-4200 SPACER SEAL WITH MAGNOBOND 6398 
SEAL WITH MAGNOBOND 6398 


GRIND FLUSH 
GRIND FLUSH PRIOR TO PAINTING 

PRIOR TO PAINTING 4PL 

зе. INSTALL INSTALL INSTALL INSTALL 
DETAIL D AELS-1032-225 AELS-1032-130 DETAIL D AELS-1032-225 AELS-1032-130 
AFTER FINISH THIS LOCATION ONLY AFTER FINISH THIS LOCATION ONLY 
10 PL AFTER FINISH 10 PL AFTER FINISH 
2PL 2 PL 


z 
6 


03566-13 САЗКЕТ 03566-13 GASKET 
3564-13 м5 03564-13 мма 
vex RSHOE AN3C4A BOLT WEARSHOE AN3C4A BOLT 
AN960C10L WASHER ANS60C10L WASHER 
6PL 


i 6PL 
D3391-011 ASSEMBLY DETAIL 03391-021 ASSEMBLY DETAIL 


SOLLON LNOHLM 
INAWGNAWY OL 1287815 
ONPISSNIDNS 
оі мипїяч 

AdOO dO 


SEAL WITH 
SIKAFLEX-241/-291 


AdOO GATIONLNOOND) 


D3391-011/-021 FWD TUBE ASSEMBLY PARTS LIST 


AN3C4A BOLT 
QTY- | QTY- | PART NUMBER DESCRIPTION D3672-1 WASHER 
011 021 
X 


AN960C10L WASHER E L E А P) 
FWD TUBE ASSEMBLY 4 4PL А CEER 
D3391-021 FWD TUBE MBLY 
АЗЗЕ 03401-041 
06013-047 FWD TUBE 


TOW CAP 
03401-0441 TOW CAP 
03564-13 WEARSHOE 
03566-13 
03670-4200 
03672-1 


| PH | DART AEROSPACE USA, INC 
| AP | PORT HADLOCK, WA 
ИШ  ]pRAwiNG No. 
АМЗСАА BOLT nr. 


D3391 SHEET 4 OF 8 
ANS60C 10L WASHER 
AELS-1032-130 INSERT 


| wi, [TLE SCALE 
Г |412 FLOAT SKIDTUBE NTS 
AELS- 1032-225 INSERT : 


COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 

08 08 20 TIN DOCUMENT 13 PRIVATE АМО CONFIDENTIAL AND В SUPPLIED ON THE EXPRESS CONDITION THAT IT 18 
- n AOT TO &E USED FOR ANT PURPOSE OF COPIO OR СОМААНСАТЕО TO ANY OTHER OLSSON WITHOUT 

УТТЕ м PERARS@ION FROM DART AERCSPACE USA NC 


REV. H 


DATE 


DISTANCE ТО 
FWD END OF 
D3389-1 WEB REFER TO С. 

4.94 DETAIL J 
Y | 0.50 


с 
DRILL THRU 21/64" (20.328) 
CSINK 00.438 X 45° (BOTH SIDES) 


03391.013 ASSEMBLY DETAIL 


INSTALL 
D3681-1 SPACER 


(BOTH ENDS) 


ON 
А 
ния 
1341415 


<] 
DRILL 20.297 


AFTER FINISH 
TYP 


SECTIONH-H 12PL 
SCALE 5X 


2 
26 
= > 
58 
9% 
5% 
"m 


а 
Q 
© 


y 


339 "PE ASSEMBLY PARTS LIST 


WELD INTO PLACE 
& GRIND FLUSH 


INSTALL AELS-1032-130 INSERT 


REMOVE 0.030 


FROM TOP AND BOTTOM 


TO 3.610 


SECTION X-X 


SCALE 5X 


PART NUMBER DESCRIPTION 
-013 
[ x 53381413 — — ТОБЕ ASSEMBLY 
ee 


сырты 
D2500-1-100 [EXTRUSION | 


DETAIL E 
[SPACER — 1 1 | 


[ d 
1-4 | 
033891 0. МЕВ 2. 22 %- 
Em D3672-1 | WASHER 
03672-3 
L 12 | 
aaa 
[24 


WASHER даға ee 


SCALE NONE 
INGENIUM 
ALS 4-428-165 md 
ANSG0C10L ^ | WASHER 2 
AN960C416L_ [WASHER .. елегі 
MS27039C 1-08 SCREW DRILL 20.391 
(4  [Ms27039c408 [SCREW | INSTALL ALS4-428-165 INSERT 
MS27039C4-08 SCREW 
D3672-3 WASHER 
D3391-013 MID TUBE ASSEMBLY : AN960C416L WASHER 
1) MATERIAL, MAKE FROM D2500-1-100 EXTRUSION 
2) 


AFTER FINISH 
INSTALL 03389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER QSI 015 4PL 
3) WELDING: PER DART 051 004 


SECTION L-L 


SCALE 5X 


fe DETAIL К 
res ү | 
Кы 


REFER TO 


DETAIL К 
SCALE 4X 


REMOVE 0.225 
FROM TOP AND BOTTOM 


TO 3.800 
(0.7 FROM BOTH ENDS) 


DRILL 20.297 

INSTALL AELS-1032-130 INSERT 
MS27039C1-09 SCREW 

D3672-1 WASHER 

AN960C10L WASHER 

AFTER FINISH 

4PL 


DISTANCE TO 
END OF WEB 
4.19 

REF 


SECTION Y-Y 
SCALE 5X 


SECTION M-M DRILL 20.250 


SECTION LLALL 
SCALE 5X TRL 


SCALE 5X 


DART AEROSPACE USA, INC 


PORT HADLOCK, WA 


APPROVED y^ 


REV. H 
SHEETS OF 8 


ОЕ АРРА. | -Й- |412 FLOAT SKIDTUBE 


TITLE SCALE 
NTS 


DATE COPYRIGHT O 2005 BY DART AEROSPACE USA, INC 
«каз DOCUMENT IS PRIVATE AND CONFIDUNTIAL ANO I$ SUPPLIED ОН THE EXPRESS CONDITION THAT (T 1$ 
08 4 08 А 20 не JATE ANO CONFIDENTIAL ANO If SUPPLE 


NOT TO BE USED FOR ANY PURPOSE OR COPED OR COMMUNICATEO ТО ANY OTHER PERSON WITHOUT 
келмеді 


WRITTEN 


ION FROM DART AEROSPACE USA. INC. 


| DISTANCE ТО 
| FWD END OF 
03389-1 WEB 
4.94 

Y 


DETAIL J 
SCALE 4X 


INSTALL 
D3681-1 SPACER 


учімоома 


$ 


а 
= 5 
m 
33 
5- 
FEM 
58 
26 
"E 
4 


SECTION G-G 
SCALE 5X 


A400 04° 


D3391-023 MID TUBE ASSEMBLY PARTS LIST 


QTY- PART NUMBER DESCRIPTION 
023 


10.500 


REFER TO 
DETAIL J 


DRILL THRU 21/64" (20.328) 
CSINK 00.438 X 45? (BOTH SIDES) 


SPL 


DRILL 00.297 


[p | v 
N REFER TO 


D3391-023 ASSEMBLY DETAIL 


WELD INTO PLACE 
& GRIND FLUSH 
(BOTH ENDS) 


INSTALL AELS-1032-130 INSERT 


AFTER FINISH 
ТҮР 
SECTION Н-Н 
SCALE 5X 


Xx ‚ 03391-023 МО TUBE ASSEMBLY 


(^ .: D2500-1-100 EXTRUSION 
D3389-1 WEB 

SPACER 

V ne ee рде 


20 AELS-1032-130 INSERT 


03391-023 MID TUBE ASSEMBLY 
1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION 
2) 


INSTALL D3389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER 051 015 


3) WELDING: PER DART QSI 004 


REMOVE 0.030 
FROM TOP AND BOTTOM 


TO 3.610 


SECTION X-X 


SCALE 5X 


DISTANCE TO 
END OF WEB 
4.19 

REF 


DETAIL K 


DETAIL К 
SCALE 4X 


REMOVE 0.225 
FROM TOP AND BOTTOM 
TO 3.800 
(0.7 FROM BOTH ENDS) 


SECTION Ү-Ү 
SCALE 5X 


|4 | DART AEROSPACE USA, INC 
с лан 


А PORT HADLOCK, WA 


снеско | I 


REV. Н 
INF. APPR | 72 03391 SHEETS OF 8 
fareroveo | = ne 


SCALE 
IDEAPPR. |=  |412FLOAT SKIDTUBE NTS 
DATE 

08.08.20 
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DETAIL 5 е 
MACHINE CONSTANT 


DETAIL V 
TAPER FROM 93.750 
TO 23.200 


CHAMFER 
30°X0.060 DEEP 


43.3 
REF 
DIST TO CENTER OF BEND 
VIEW BB-BB Қ 
SCALE 4X 


DRILL #4 (20.209) 


88.93 


D3391-3 AFT DRILLING AND CUTTING DETAIL 


DETAIL V 
(MAKE FROM D6014-090 SKIDTUBE MATERIAL) 


SCALE 6X 


| 0.200 — | овгор 
23.000 ы 123.000 @3.000 
-2 | i | СӘ Се 
93.750 NC: 
93.750 
gaa Ø3.750 PA 


2 
Е 
= п 
zd 
EE 
аз 
> 
zz 


REF 
R0.062 REF 
SECTION AA-AA SECTION МН SECTION P-P SECTION Q-Q SECTION R-R 
SCALE 6X SCALE 6X SCALE 6Х SCALE 6X SCALE 6X 


доно 
імамамя 


RELEASED 


pesen | РН | DART AEROSPACE USA, INC 
jORAWN ë | ^s | PORT HADLOCK, WA 

VIEW w-w снеско | Jy — |DRAWRGNO. 

i ЗСАЩЕ AK МРС АРРА | ИФ, |03391 SHEET? OF 8 
DETAIL S 

SCALE 4X 


bean | _—ff-_| 412 FLOAT ЗКОТИВЕ 


DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
08.08.20 тиз DOCUMENT S PRIVATE ANO Соте ENTIAL ANO SUPPLIED ON 


NOT TO BE USED FOR ANY PURPOSE 
w 


REV. H 


SS CONDITION THAT а r$ 
OR COPED OR TED TO ANY OTHER PERSON Wi 
HRITTEN PERMISSION FROM DART AEROSPACE USA INC. 


е 
. 
X 
% ^ 
АЙА 
ма 
8 7 6 5 4 3 2 1 = 
R30.0+2.0 
36.000 
9 EQ. SPACES 4.000 
4.000 PITCH 2.000 
2699 
269 
424025 МИШЕ ОНУ ЕЕЕ j 4.240.25 
D D 
Tu DRILL THRU 21/64" (20.328) DRILL THRU 21/64" (20.328) 
91 REF DRILL 20.297 inim DRILL 20.297 Min А 
- : СІМК 20.438 X 45° өл Td CSINK 00,438 X 45 
DISTANCE BETWEEN HOLE AND 26PL (BOTH SIDES) DISTANCE BETWEEN HOLE AND (BOTH SIDES) 
TANGENT POINT 53.7 TANGENT POINT 53.7 
D3391-015 BENDING AND DRILLING DETAIL. 03301:025 BENDING AND DRILLING DETAIL 
(SEE CBORE DETAIL BELOW) (SEE CBORE DETAIL BELOW) 
INSTALL 03670-4200 SPACER INSTALL 03670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 SEAL WITH MAGNOBOND 6398 
GRIND FLUSH GRIND FLUSH 
PRIOR TO PAINTING PRIOR TO PAINTING 
14 PL 4PL DETAIL T 
DETAIL T 
D3553-3 D3553-3 
GASKET GASKET 
с с 
(NO CBORE) 
03553-1 
[5 > св GASKET [5D св GASKET 
D3537-1 D3537-1 
D3537-7 WEARPAD 03537-7 
WEARPAD WEARPAD WEARPAD 
(SEE TABLE) AN3CSA BOLT АМЗСБА BOLT ANSGAR BOLT 
AN960C10L WASHER AN3C4A BOLT AN9S0C TOC WASHER АМО6ОСТОГ WASHER 
4PL AN960C10L WASHER APL 4PL 
4PL 
339 
PART NUMBER DESCRIPTION (SEE TABLE) 
AFT TUBE ASSEMBLY О2846 АЕТ САР | 
03391-025 AFT TUBE ASSEMBLY 
SEAL WITH 
SIKAFLEX-241/-291 B 
DRILL 20.391 
03537-1 CBORE 20.516 X 0.040 DEEP 
03537-7 WEARPAD INSTALL ALS4-428-165 INSERT 
D3553-1 GASKET 4PL 
1 |03553-3 GASKET 
4 | 03670-4200 SPACER Рад. sea ae 
2 | 03672-1 WASHER, 
< D3672-1 WASHER 
14 14 | AELS-1032-130 INSERT кыр 
12 12__ | AELS-1032-225 INSERT SECTION U-U SECTION CC-CC DETAILT ' 
4 ALS4-428-165 INSERT SCALE 3X SCALE 3X SCALE 4X 
6 6 |АМЗСАА BOLT c 
4 4 |АМ3С5А BOLT а > ELEAS 
10 10 | ANS60CTOL WASHER z 545 1) 
PLE 0% 72570) 
C'BORE HOLES MARKED CB1-CB4 AS FOLLOWS AND а 3 2 9 В 
INSTALL AELS-1032.08K AFTER FINISH AS NOTED "FEELEE: [sen | 7 | DART AEROSPACE USA, INC 
ary CBORE «ео62сФ ORAWN | ^s | PORT HADLOCK, WA 
ar рз йз. a SE Е > с 5 8 à СНЕСКЕО | |,  [|bRAwNG мо. REV. H 
= ~~ 0.430 X 0.170 | AELS-1032-t30 z ES 3% я d = MFG.APPR. | /7 |03391 ЗНЕЕТВ OF 8 
m—— ee ЕНЕ кто ве: аар келе 
МОМЕ AELS-1032-130 "5% е 412 FLOAT SKIDTUBE NTS 
Ams о DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
m © 08.08.20 Теб DOCUMENT IS PRIVATE AND CONFIDENTIAL AO d$ SUPPLIED ON THE EXPRESS СОНОТ THAT (T IS 
2 - . « MC TOBE SED FOR Ане РИФОВЕ СА COPIED СА COMMMICKTED ТО AAV OTHER PERSON Чито: 
8 7 6 ! 5 4 


AWS D17.1.2001 
QUALIFICATION TEST RECORD 


Description: А муъ е 
Welding Process: LY Migl 1 
Base materiel: №. лулу 
Current: ACA ӘСІ 1 


TEST REQUIREMENTS AND RESULTS 


Visual: pass[ fail[ 1 
Penetration: pass fail[ ] 
UNACCEPTABLE 

Cracks: pasty fail[ ] 
Undercut: pass[-1 fail[ 1 
Pin holes: pass[ “1, fail[ ] 
Overlap (cold lap) раз 1 „а | 
Porosity (surface): pass[/T fail[ ] 
Coloration: | Т fail[ 1 


Date of Test Coupon (24 OG ©] 


Date of Test Coupon (/</- 


The above named individual is qualified in accordance with AWS D17.1.2001 to weld 


HAFORMSProduction'approved. prod. Welding Coupon Rev.A 


